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(54) Rotary blow molding machine and method 

(57) A rotary blow molding machine (10) includes a 
horizontal main shaft (12) with a plurality of molds 
spaced around the shaft and mounted on the shaft by 
linear bearings for movement along the shaft. A shaft 
drive (22) rotates the shaft and molds around the axis 
of the shaft in steps (40) to (46) and dwells the shaft and 
molds between steps. Open molds are rotated from a 
lower container eject position (40) up to a parison cap- 
ture position (42) and then close on a parison. The 
closed molds are shifted axially along the main shaft and 



the parison is blown. Further rotation of the shaft returns 
the molds to the mold eject position where the molds 
open and molded containers are ejected downwardly 
with gravity assist. 

The machine further comprises two assembly 
drives (32) and (34) each comprising U-shape devices 
(26) accommodating both mould halves and a pair of 
drives (32: 1 20, 1 34;34: 1 80, 1 66, 1 80) engageable to said 
U-shape devices (26). A first kind of drives (120,166) 
engages and closes the moulds, the second (134,180) 
increases the clamping force. 
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Description 



The invention relates to rotary blow molding ma- 
chines and particularly to a rotary blow molding machine 
in which molds are indexed in steps around a horizontal 
axis, and related methods. 

Blow molded plastic containers are conventionally 
manufactured in high volumes using a continuously ro- 
tating horizontal rotary blow machine having a large 
number of molds mounted around the circumference of 
the machine. A continuously extruded parison is guided 
between open mold halves. With rotation, the molds 
close on the parison, the parison is blown, the molds 
open to eject containers and the cycle is repeated. The 
molds are continuously rotated at high speed to produce 
containers in high volumes. These machines are expen- 
sive to construct and operate. Change over to a different 
style container is expensive and time consuming due to 
the need to build and install a set of new molds. As many 
as 24 new molds may be required. 

Blow molded plastic containers are conventionally 
manufactured in low volume using shuttle-type blow 
molding machines in which one or two molds are shifted 
back and forth between a parison extruder and a mold- 
ing station. Each open mold is moved under the extruder 
and to either side of a downwardly growing parison. The 
mold is dwelled and closed on the parison, the parison 
is severed and then the mold is moved back to the mold- 
ing station. The parison is blown at the molding station, 
the mold opens and the completed container is ejected. 
While shuttle-type blow molding machines may use mul- 
ti-cavity molds to increase production, the production of 
these machines is limited and is considerably less than 
the production of continuously rotating horizontal rotary 
blow molding machines. 

Intermediate production requirements for contain- 
ers may be met by using a number of shuttle-type blow 
molding machines. This approach, however, is expen- 
sive in equipment cost and operation and maintenance 
cost. 

U.S. Patent No. 4,919,607 discloses a prior step- 
type rotary blow molding machine for producing contain- 
ers at intermediate production rates. 

The invention is an improved horizontal step-type 
rotary blow molding machine having a production ca- 
pacity greater than shuttle-type blow molding machines 
but less than continuously rotating multi-mold rotary 
blow molding machines. The machine includes four mul- 
ti-cavity molds mounted 90° apart around a horizontal 
main shaft and shiftable axially along the shaft. The 
shaft and molds are indexed around the shaft in 90° 
steps and then dwelled for a period of time. During the 
dwell period the mold located in a retracted position at 
the bottom of the machine is shifted along the shaft to 
an ejection position, opened and molded articles are 
ejected downwardly from the machine, with gravity as- 
sist. After ejection, the next 90° indexing of the shaft ro- 
tates the open mold in the ejection position up to a pari- 



son capture position on the side of the machine where 
the mold is below a multi-parison extrusion head and 
surrounds downward growing parisons. During the next 
dwell period the mold closes, captures the parisons, the 
5 extruder bobs up to break the captured parisons away 
from the continuing growing parisons and the mold is 
shifted along the axis of the wheel back to a retracted 
position. Blow pins are then extended axially into the 
closed mold to calibrate the neck plastic accurately and 
w the parisons are blown. During the next three 90° rota- 
tions of the shaft, the closed mold is retained in the re- 
tracted axial position with seated blow pins as the pari- 
sons cool to form blown containers and is rotated back 
to the bottom retracted position to complete one cycle 
is of operation. 

Each four cavity mold rotates 360° in 10 seconds 
so that the machine produces containers at the rate of 
96 containers per minute. This rate is greater than the 
rate of production of two mold shuttle-type blow molding 
20 machines using the same size molds, but considerably 
less than the production of continuously rotating hori- 
zontal rotary blow molding machines. 

The disclosed blow molding machine has the addi- 
tional advantage that the molds capture downwardly 
25 growing parisons and then shift them away from the ex- 
trusion head and rotate them up and around the main 
shaft so that the blown containers are ejected at the bot- 
tom of the machine and are extracted from the molds in 
a downward direction, with gravity assist. Opening of the 
30 molds at the bottom of the machine for removal of the 
blown containers assures that any flash or possibly de- 
formed containers fall down away from the molds and 
out of the machine. 

The four station rotary blow molding machine is an 
35 efficient design with relatively low manufacture and 
maintenance cost, compared to shuttle-type blow mold- 
ing machines. Continuously rotated horizontal blow 
molding machines are considerably more expensive. 
Other objects and features of the invention will be- 
40 come apparent from the following description of an em- 
bodiment of the invention which refers to the accompa- 
nying figures in which: 



45 



SO 



55 



Figure 1 is a side view of the blow molding machine; 
Figure 2 is a top view of the machine, partially bro- 
ken away; 

Figure 3 is an end view of the machine taken gen- 
erally along line 3-3 of Figure 2; 
Figure 4 is a sectional view taken along line 4-4 of 
Figure 1 with parts removed; 
Figure 5 is an end view of a mold assembly drive; 
Figure 6 is an enlarged view of a portion of Figure 4; 
Figure 7 is a side view taken generally along line 
7-7 at Figure 3; 

Figure 8 is a sectional view taken along line 8-8 of 
Figure 7; 

Figures 9 and 10 are similar to Figures 7 and 8, but 
illustrating a different position; 
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Figure 11 is a sectional view taken generally along 
line 11—11 of Figure 3; 

Figure 12 is a sectional view taken generally along 
line 12-12 of Figure 8; 

Figure 13 is similar to Figure 12, but illustrating a 5 
different position; 

Figure 14 is a partial side view of the machine; 
Figure 15 is a view taken generally along line 15- 
15 of Figure 14; 

Figure 16 is similar to Figure 14, but illustrating a 10 
different position; 

Figure 1 7 is an enlarged view of portion A of Figure 

2; 

Figure 18 a sectional view taken along line 18-18 
of Figure 17; and 15 
Figure 19 is similar to Figure 17, but illustrating a 
different position. 

Horizontal rotary blow molding machine 10 includes 
an elongate, four sided main shaft 12 journaled in bear- 20 
ings mounted on spaced apart supports 1 4 and 1 6 for 
rotation about its longitudinal axis. Three sided support 
18, shown in Figures 1 and 3, surrounds shaft 12 be- 
tween supports 14 and 16. The shaft 12 is periodically 
rotated 90° in the direction of arrow 20 and then dwelled 2S 
by shaft drive 22. A circular support plate 24 is mounted 
on main shaft 12 between supports 14 and 16 and lies 
in a plane perpendicular to the axis of the shaft. As il- 
lustrated in Figure 1 , the top of support 18 is above plate 
24. 

Machine 10 includes four like mold assemblies 26 
each mounted on one side of main shaft 12 by a linear 
bearing connection and moveable axially along the shaft 
between a retracted position 28 adjacent support 1 4 and 
an extended position 30 adjacent support 16. The mold 
assemblies are shifted back and forth along the main 
shaft between retracted and extended axial positions by 
a drive mechanism including a pair of mold assembly 
drives 32 and 34. The assembly drives are mounted on 
the side of support 1 4 away from plate 24 and extend 
through openings 36 and 38, respectively, in the sup- 
port, as illustrated in Figure 3. 

Drive 22 rotates the mold assemblies in 90° arcuate 
steps from extended bottom ejection position 40 up to 
side position 42 where the parisons are captured and, 
after axial shift, blown up to top cooling position 44, 
down to cooling side position 46, across from position 
44, and down to the retracted bottom position 40. Posi- 
tions 40-44 are illustrated in Figure 4. After rotation of 
the shaft through a 90° step, drive 22 dwells so that the 
mold assemblies are located at their respective posi- 
tions for an interval of time prior to rotation or indexing 
to the next position. Rotation of the mold assemblies to 
circumferential positions 40 and 42 moves the assem- 
blies into engagement with mold assembly drives 32 
and 34 to permit axial shifting of the assemblies along 
the main shaft while dwelled at the positions. Four cutout 
openings 48 are provided in plate 24 to permit move- 



ment of the mold assemblies 26 along the main shaft. 

Four like blow pin assemblies 50 are mounted on 
plate 24 adjacent the leading side of each opening 48. 
A blow pin seating drive 52 is mounted on the top of 
frame 18 above and is engageable with the assembly 
50 associated with the mold assembly in circumferential 
side position 42. 

Blow molding machine 10 includes a parison ex- 
truder 54 having a four parison extrusion head 56 locat- 
ed above the mold assembly located in side circumfer- 
ential position 42 and in extended axial position 30. 
Head 56 extrudes four spaced parisons 58 downwardly 
toward and into the mold assembly. The extruder is sup- 
ported on a subframe 60 which is pivotally mounted on 
base 62 at hinge connection 64. Hydraulic cylinder 66 
is connected between the base and subframe such that 
retraction and extension of the cylinder towers and rais- 
es head 56 with respect to the mold assembly. The bob- 
bing movement of the head facilitates positioning of the 
parisons in the mold assembly and breaking of the pari- 
sons from the portions captured in the closed mold. 

Each mold assembly 26 includes a U-shaped mold 
carriage 68 having a base 70 and a pair of spaced arms 
72 and 74 extending outwardly from the base. Linear 
bearing members 76 are mounted on the base 70 and 
engage an elongate bearing member 80 mounted on 
one side of the main shaft 12 to permit axial movement 
of the assembly along the shaft. Spaced apart orienting 
rollers 80 are secured to the end of the base adjacent 
support 16. 

Each mold assembly 26 includes a four cavity blow 
mold having a first mold half 82 mounted on the inner 
surface of arm 72 and a second mold half 84 mounted 
on plate 86. Guide rods 88 on plate 86 extend through 
bearings on arm 74 to permit movement of mold half 84 
toward and away from mold half 82. Each mold half in- 
cludes four mold recesses which define mold cavities 
when the molds are closed. Assembly shift rod 92 ex- 
tends outwardly from arm 74. Mold half shift rod 94 is 
journaled in a slide bearing in arm 74 and includes an 
inner end which is connected to plate 86 through a 
spring stack of Belville spring washers 96. A mold latch 
assembly 98 is mounted on the inner face of arm 74 and 
engages one end of undercut 100 in rod 94 to hold the 
mold halves closed. 

The latch assembly is more fully illustrated in Fig- 
ures 12 and 13. Assembly 98 includes an air cylinder 
102 mounted on arm 74. The cylinder has piston rod 
which is connected to slidable latch plate 1 04. The plate 
is slidably mounted on the arm and moveable between 
an extended position shown in Figure 1 2 and a retracted 
position shown in Figure 13. Keyhole aperture 106 is 
formed in plate 104. The aperture surrounds shift rod 94 
and includes an enlarged circular portion 1 08 adjacent 
cylinder 102 and a narrow slot portion 110 away from 
cylinder 1 02. Portion 1 08 is slightly larger than the outer 
diameter of rod 104. Portion 110 has a width slightly 
greater than the diameter of rod at undercut 100. 
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With cylinder 102 and plate 104 extended portion 
1 08 surrounds rod 1 04 and permits free axial movement 
of the rod past the latch assembly. Retraction of cylinder 
104 when the undercut 100 is located in aperture 106 
shifts the plate to the position of Figure 13 where the * 
undercut portion of the rod is fitted in narrow portion 110 
and the rod is latched by engagement with the plate to 
prevent longitudinal movement. 

Each mold is closed by mold assembly drive 32. 
Once closed, the latch assembly 98 shifts to latch the i 
mold in the closed position and hold the mold closed 
during rotation of the mold from side circumferential po- 
sition 42 through positions 44 and 46 to bottom circum- 
ferential position 40 where the assembly is unlatched 
and the mold is opened by mold assembly drive 34. Op- 
eration of the latch assembly and latching and unlatch- 
ing of the molds are described in further detail below. 

As shown in Figure 6, a pair of mold support rollers 
112 are mounted on plate 24 at the trailing side of each 
cutout opening 48, across from the blow pin assembly 
50 associated with the mold assembly in the opening. 
The mold assembly at circumferential position 42 rests 
on rollers 1 1 2 during extension of the blow pins into the 
closed mold. Rollers 112 hold the mold assembly 
against downward movement during extension of the 
blow pins. 

Mold assembly drive 32 is located to one side of 
side circumferential position 42. Drive 32 includes a 
mounting plate 114 on support 14 : a mold open and 
close drive 1 1 6 including a pair of carriages 1 1 8 slidably 
mounted on plate 114 for longitudinal movement back 
and forth along the plate and a mold shift drive 120. 
Drive 120 comprises a hydraulic cylinder mounted on 
the end of the plate furthest away from support 14 and 
having a piston rod joined to the carriage 118 adjacent 
the support. Extension and retraction of cylinder 120 
moves the mold drive 116 back and forth to shift the at- 
tached mold assembly at circumferential position 42 be- 
tween extended axial position 30 and retracted axial po- 
sition 28. 

As illustrated in Figure 8, drive 116 includes a body 
122 mounted on carriages 118. A pair of parallel shift 
shafts 1 24 and 1 26 extend parallel to the axis of the main 
shaft through bearings at the forward end of body 1 22. 
Links 128 and 130 are mounted on the inner ends of 
shafts 124 and 126 and are pivotally connected to the 
ends of a pivotal toggle link 132 mounted on body 122. 
Link 1 30 extends rearwardly past the toggle link and is 
connected to the piston rod of hydraulic cylinder 134, 
also mounted on body 122. Extension of cylinder 134 
extends shaft 1 26 outwardly from body 1 22 and retracts 
shaft 124 into body 122 and retraction of cylinder 134 
from the extended position retracts 1 26 while extending 
shaft 124. 

Rotation of each mold assembly 26 in the extended 
axial position 30 with an open, empty mold up from the 
bottom circumferential position 42 to side circumferen- 
tial position 42 rotates the ends of shift rods 92 and 94 



into engagement with the ends of shift shafts 124 and 
126 such that longitudinal movement of the shift shafts 
moves the shift rods. The two disengageable connec- 
tions 95 between the shift shafts and shift rods are iden- 
5 tical and are illustrated best in Figures 17-1 9. These fig- 
ures illustrate the connection 95 between shaft 1 24 and 
rod 92, it being understood that a similar connection 95 
is provided between shaft 126 and rod 94. 

Rectangular C-shaped receiver 136 on the end of 
o shaft 124 defines a central recess 138 extending be- 
tween opposite sides of the receiver with an opening 
140 in the recess facing away from shaft 124. Opening 
1 40 is defined by a pair of opposed and outwardly facing 
bevel walls 142 on the receiver. Proximity sensor 144 is 
is mounted in the receiver to one side of opening 1 40 and 
faces away from shaft 1 24. 

Head assembly 1 46 is slidably mounted on reduced 
diameter portion 148 of rod 92. The reduced diameter 
portion of the rod extends between head 1 50 at the end 
20 of the rod and shoulder 152. Assembly 146 includes a 
f rusto-conical head 1 54 slidably mounted on portion 1 48 
and a circular proximity plate 156 extending perpendic- 
ularly to the axis ol rod 92 and spaced a distance in- 
wardly from head 154. A spring 158 is confined on por- 
2S tion 148 between shoulder 152 and plate 156 to bias 
assembly 146 against head 150, in a position shown in 
Figures 17 and 18. 

The sides of f rusto-conical head 154 are at the 
same angle as the bevel walls 142 of receiver 1 36 with 
30 the head having a maximum diameter away from head 
150. When the assembly 146 is held against head 150 
the axial distance between the outer end of the head 
150 and the major base of the head equals the width of 
recess 1 38 to permit rotation of the rod into receiver 1 36 
35 to form a slack-free connection between shaft 1 24 and 
rod 92. When the shaft and rod are locked together in 
this position, proximity plate 156 is located a short dis- 
tance outwardly from sensor 1 44 so that the sensor gen- 
erates a signal indicating proper engagement between 
40 the rod and shaft. 

Figure 19 illustrates a condition when the rod and 
shaft are not engaged properly. Rod 92 has been rotated 
toward receiver 1 36 but, because of a misalignment be- 
tween the rods and shaft, the head was not moved prop- 
45 erly into the recess 1 38. In this case, the conical surface 
of head 1 54 engaged the bevel walls 1 42 of the receiver 
and assembly 146 was shifted away from head 150, 
compressing spring 158. Plate 156 is located an in- 
creased distance away from proximity sensor 144, 
so which then generates a signal indicating that the shaft 
and rod are not property engaged. Machine 10 is auto- 
matically shut down in response to the signal. 

Mold assembly drive 34 shown in Figure 11 is 
mounted on support 14 to one side of bottom circumfer- 
55 ential position 40. Drive 34 is similar to drive 32 and in- 
cludes a mounting plate 1 60 mounted vertically on sup- 
port 14 adjacent opening 38, a mold open and close 
drive 162 including spaced carriages 164 mounted on 
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plate 160 by a longitudinal bearing that permits move- 
ment of the drive back and forth along the plate, and a 
mold shift drive 166 like drive 120. The open and close 
drive 162 includes shift shafts 170 and 172 like shafts 
124 and 126, links 174 and 176 like links 128 and 130, 
toggle link 178 like toggle link 132 and hydraulic cylinder 
180 having a piston rod joined to the end of link 176. 
Body 182 is like body 122. 

The mold drive 162 includes an engagement mem- 
ber 1 84 mounted on the cross pin joining link 1 74 to tog- 
gle link 178. Positioning pin 186 is mounted in a block 
192 on body 182 and extends toward member 184. A 
spring 188 surrounds pin 186 and is confined between 
the block and the head 190 to bias the pin toward the 
engagement member 184. Head 194 on the end of the 
pin limits extension of the pin by the spring. 

Receivers 196, like receivers 136, are mounted on 
the ends of shafts 1 70 and 1 72 to form connections with 
rods 92 and 94 of a mold assembly 26 in retracted axial 
position 28 which is rotated to bottom circumferential po- 
sition 40. When the mold assembly is rotated to position 
40 the two mold halves 82 and 84 are held closed by 
latch assembly 98 and spring 96 is compressed. Shafts 
170 and 172 are held in the position shown in Figure 11 
with engagement member 1 84 held against the end of 
extended pin 90. With the shafts in this position, the re- 
ceivers 1 96 are properly positioned to receive the head 
assemblies on rods 92 and 94. After the retracted mold 
assembly is in bottom position 40, cylinder 166 is ex- 
tended to shift the assembly to extended position 30. 
Cylinder 180 is then extended slightly to rotate toggle 
link 178, retract pin 186 a slight distance, extend shaft 
172 and compress spring 96 a slight amount, thereby 
shifting the end of undercut 100 from engagement with 
plate 1 04 and permitting pressurized cylinder 102 to ex- 
tend and shift the plate from the latched position of Fig- 
ure 13 to the unlatched position of Figure 12. Subse- 
quent full retraction of cylinder 1 80 then opens the mold 
halves. After assembly has been opened, containers 
have been ejected, and the assembly is rotated up to 
circumferential position 42, cylinder 180 is extended to 
retract and extend shafts 170 and 172, respectively Af- 
ter release of pressure from the cylinder, spring 188 ex- 
tends pin 1 86 to engage the member 1 84 and return shift 
the shafts 170 and 172 to the proper positions for re- 
ceiving the next mold assembly rotated down to circum- 
ferential position 40. Cylinder 166 is retracted. 

Each blow pin assembly 50 includes a mounting 
plate 1 98 secured to the side of plate 24 facing support 
16 on the forward or lead side of a cutout opening 48. 
A pair of spaced parallel mounting blocks are secured 
to plate 1 98 with a pair of air cylinders 202 confined be- 
tween the blocks. The piston rods of cylinders 202 ex- 
tend freely through the block 200 adjacent the cutout 
opening and are joined to air pin block 204 located a 
short distance inwardly from opening 48. Four spaced 
blow pins 206 extend from block 204 toward the adja- 
cent opening 48. A pair of guide rods 208 are journaled 



in bearings in the ends of blocks 200. The tower ends 
of the guide rods are mounted in the ends of blow pin 
block 204. The upper ends of the guide rods, located a 
distance above the upper block 200, are joined to drive 
s cross plate 210. A pair of engagement posts 212 extend 
through the center portion of plate 210. 

Blow pin seating drive 52 is mounted on the top of 
support 18 above the blow pin assembly 50 associated 
with the mold assembly 26 at circumferential side posi- 
10 tion 42. The blow pin seating drive 52 is illustrated in 
Figures 14-16 and includes a hydraulic cylinder 216 
having a tower end mounted on a moveable support 
plate 218 held against the lower surface of fixed support 
plate 220. The piston rod of cylinder 216 extends down- 
is wardly through plate 218 to a U-shaped receiver 222 
having an open side facing circular plate 24. Guide rods 
224 are joined to receiver 222 and extend through bear- 
ings in plate 218. The hydraulic cylinder 216, plate 218, 
receiver 222 and rods 224 are moveable by air cylinder 
20 226 mounted on frame 1 8 parallel to the axis of the main 
shaft 12 between the positions shown in Figures 14 and 
1 6. Receiver 222 has a close fit over pins 206 of assem- 
bly 50 when the cylinder 226 is retracted. 

As shown in Figure 4, a support roller 228 is mount- 
2S ed on the side of plate 24 facing support 16 outside of 
each opening 48. An elongate anti-rotation arm 230 ex- 
tends generally vertically along the left side of support 
18 as shown in Figure 4 from pivot connection 232 at 
the bottom of the arm to recessed support upper end 
30 234 located radially outwardly from each mold assembly 
26 in circumferential position 42. A spring 236 mounted 
on support 18 biases arm 230 toward the plate to posi- 
tion recessed stop 234 at the upper end of arm 230 un- 
der roller 228. Spring 236 is mounted on one side post 
35 of support 18 adjacent arm 230 and biases the end of 
the arm inwardly toward the support rollers 228. Inward 
rotation of the arm is limited by a pin and slot connection 
238. The roller 228 and arm 230 are located a distance 
outwardly from plate 24 so that the arm clears blow pin 
40 assemblies 50. 

Arm 230 holds plate 1 4 against counter rotation dur- 
ing insertion of blow pins into a mold. If desired, other 
types of anti-rotation systems may be used to hold the 
plate stationary during blow pin insertion. Additionally, 
45 spring 236 may be replaced by a drive member, such 
as a fluid cylinder, which positively rotates arm 230 into 
engagement with a roller to hold the plate and then re- 
tracts the arm from the roller after blow pin insertion. 
As drive 22 rotates a mold assembly 26 to the cir- 
so cumferential position 42 the roller associated with the 
assembly engages the arm, cams the arm outwardly un- 
til the drive dwells with the plate positioned as shown in 
Figure 4. Spring 236 holds arm 230 under the roller 228. 
The arm 230 supports plate 24 against counter rotation 
ss during insertion of the blow pins into the mold at circum- 
ferential station 42. 

During operation of machine 10 the two mold open 
and close drives 1 1 6 and 1 62 operate as parts of a single 
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mold drive which opens the molds at circumferential po- 
sition 40 and closes the molds at circumferential position 
42. Likewise, the two mold shift drives 1 20 and 166 op- 
erate as parts of a single drive which shifts the mold as- 
semblies axially along the main shaft between the re- 
tracted and extended positions. 

An arcuate assembly alignment plate or member 
240 is mounted on the side of support 16 facing plate 
24 and lies in a plane perpendicular to the axis of main 
shaft 1 2. Mold assemblies are in the axial retracted po- 
sition 28 when rotated to bottom circumferential position 
40. While in position 40 the assembly is axially shifted 
to the extended or container ejection position 30, 
opened and blow molded containers in the mold are 
ejected. The assembly with open molds in extended po- 
sition 30 is then rotated up to circumferential position 
42, with the open mold halves located to either side of 
growing parisons 58. During rotation of the extended 
mold assemblies from circumferential position 40 to po- 
sition 42 alignment rollers 80 on the assemblies are ro- 
tated into engagement with plate 240 to assure that the 
mold assembly is in proper axial alignment. Proper 
alignment of the assembly assures that the mold halves 
are positioned to either side of the growing parisons and 
that the heads 154 on the ends of shift rods 92 and 94 
are properly positioned for rotation into the receivers 
1 36 on the ends of shift shafts 1 24 and 1 26 of mold as- 
sembly drive 32. Plate 240 is located between circum- 
ferential positions 40 and 42 to permit axial shifting of 
mold assemblies to the extended axial position when in 
the bottom circumferential position and to permit axial 
shifting of extended mold assemblies when in circum- 
ferential position 42 to the retracted axial position. The 
assemblies engage plate 242 during rotation between 
positions 40 and 42 only. If desired, a second alignment 
plate, like plate 240, may be provided to align mold as- 
semblies in the retracted axial position during rotation 
down from side circumferential position 46 to bottom cir- 
cumferential position 40, assuring a proper engagement 
between the mold assemblies and mold assembly drive 
34. 

Mold halves 82 and 84 are of conventional design 
and include interior cooling passages (not illustrated) 
which are connected to a water cooling system including 
inlet and outlet pipes (not illustrated) located in main 
shaft 12. 

The horizontal rotary blow molding machine is op- 
erated by an automatic controller which is responsive 
signals received from a number of sensors and switches 
on the machine. The controller is conventional and is 
not illustrated. 

Operation of machine 10 will now be described by 
following one mold assembly 26 through a complete 
molding cycle, it being understood that the machine op- 
erates continuously and that all four mold assemblies 
36 are continuously rotated through molding cycles. 
Parison extruder 54 extrudes four parisons 58 down 
from head 56 during operation of machine 1 0. When cyl- 



inder 66 is extended parison extruder head 56 is located 
a short distance above the mold halves in a mold as- 
sembly in the parison capture position. The parison 
thickness is controlled by the extruder head to facilitate 
s breakaway of parisons captured in the mold halves 
when the head is bobbed up away from the closed mold. 

At the beginning of a cycle of operation a mold as- 
sembly 26 is in the extended bottom ejection position 
with shift rods 92 and 94 engaging shift shafts 170 and 
10 172 of mold assembly drive 34. The mold latch of the 
assembly is disengaged and cylinder 180 of drive 34 is 
retracted to hold the mold halves open. The cylinder of 
mold shift drive 166 is extended to locate the assembly 
in extended axial position 30. Containers blown during 
15 a prior cycle of operation have been ejected from the 
mold. Drive 22 is dwelled with one mold assembly in 
each of the four circumferential positions. This position 
is illustrated in Figure 1 of the drawings where the de- 
scribed mold assembly 26 is shown below main shaft 
20 12 and adjacent support 1 6. 

Next, drive 22 is actuated to rotate the main shaft 
12, plate 24 and mold assemblies 90 in the direction of 
arrow 20. During rotation of the extended mold assem- 
bly from bottom circumferential position 40 to side cir- 
25 cumferential position 42 the alignment rollers 80 on the 
assembly engage plate 240 to assure the assembly is 
in proper axial position as rotated into position 42. Dur- 
ing rotation into position 42 the open empty mold halves 
82 and 84 are rotated up to either side of the downwardly 
30 growing parisons 58. The heads 154 on shift rods 92 
and 94 are rotated out of the receivers 1 96 on shift shafts 
170 and 1 72 of mold assembly drive 34 and into receiv- 
ers 196 on shift shafts 124 and 126 of mold assembly 
drive 32. Cylinder 134 of drive 32 is retracted and the 
35 cylinder of mold shift drive 120 is extended so that the 
receivers are in proper position and heads 154 are ro- 
tated into recesses 138 to engage the receivers as the 
mold assembly is rotated into circumferential position 
42. The position of the mold assembly 26 and drive 32 
40 is illustrated in Figures 7 and 8. 

Next, cylinder 66 of parison extruder 54 is retracted 
to lower the extrusion head 56 and position the parisons 
in proper locations between the mold halves 82 and 84 
with head 56 a short distance above the top of the mold 
45 halves. Cylinder 1 34 of drive 32 is then extended to si- 
multaneously retract shift shaft 1 24 and extend shift 
shaft 126 and close the mold halves 82 and 84 on the 
parisons 58. During closing spring 96 is compressed 
and the shoulder on undercut 1 00 on shift rod 94 moves 
so beyond the inner face of latch plate 104 permitting the 
pressurized cylinder 102 of latch assembly 98 to retract 
and shift the plate 104 from the unlatched position of 
Figure 12 to the latched position of Figure 13. 

Upon closing of the mold and capture of the pari- 
ss sons, cylinder 66 in the parison extruder is extended to 
bob extrusion head 56 up and break the captured pari- 
son portions from the continuing growing new parisons. 
The extrusion head is bobbed up a sufficient distance 
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to assure that the newly growing parisons do not touch 
the mold assembly during axial shifting to the retracted 
position. The position of the mold assembly and drive 
32 with closed molds and captured parisons is illustrated 
in Figures 9 and 10. 5 

Once the parisons have been captured and the ex- 
trusion head has been raised, the hydraulic cylinder of 
mold shift drive 1 20 is retracted to shift the mold assem- 
bly at circumferential position 42 axially from extended 
axial position 30 to retracted axial or blow position 38 to 
underneath blow pin assembly 50. Head 56 is then low- 
ered. 

During rotation of the mold assembly to position 42 
cylinder 226 of blow pin seating drive 52 is extended 
and receiver 222 is located to one side of cross plate is 
210 and pins 212, as illustrated in Figure 14. After rota- 
tion, cylinder 226 is then retracted to shift receiver 222 
over pins 212 and form a connection between the seat- 
ing drive 242 and the adjacent blow pin assembly 50. 

Upon shifting of the closed mold assembly to the 20 
retracted axial or blow position 28 the necks of the mold 
cavities are axially aligned with the blow pins. Hydraulic 
cylinder 216 and air cylinders 202 are then extended to 
drive the blow pins axially down into the open parisons 
confined in necks of the cavities in the top of the mold. 25 
Axial lowering of the blow pins accurately calibrates or 
shapes the plastic at the neck to form the necks of the 
blow molded containers. After insertion of the blow pins, 
blow air is flowed through the pins into the interiors of 
the captured parisons to blow the parisons against the 
walls of the mold cavities. After blowing, pressure is 
maintained on cylinders 202 to hold the blow pins in 
place, pressure on cylinder 206 is released and cylinder 
226 is re-extended to shift receiver 222 out of engage- 
ment with the blow pin assembly 50. 

During blow molding the mold halves are held 
closed by cylinder 134 of open and close drive 116 at a 
high clamp force of approximately 7 tons. After molding 
and before rotary indexing of the mold assembly away 
from position 42 the pressure supplied to cylinder 134 
is released to allow spring 96 to expand slightly and seat 
the side edge of undercut 100 against the closed latch 
plate 104 so that the spring maintains a reduced clamp 
force of about 5 tons during cooling of the blown pari- 
sons. After reduction of the clamp force, the drive 22 
indexes shaft 12 and the mold assembly is rotated to 
move heads 154 out of receivers 136. 

After retracted mold assembly 26 has been rotated 
from circumferential position 42 cylinder 120 is extend- 
ed and cylinder 134 is fully retracted to place drive 32 
in the position shown in Figure 8 ready to receive the 
next open mold assembly 26 rotated up to position 42. 

Pressurized air cylinders 202 hold the blow pins 206 
in the mold as the retracted mold assembly is rotated 
from circumferential position 42 to top cooling position 
44, side cooling position 46 and back to bottom position 
40. During this time the blown parisons in the mold cav- 
ities cool and set to form containers having shapes de- 



fined by the mold cavities. 

Immediately prior to rotation of the mold assembly 
to bottom circumferential position 40 the blow pressure 
is reduced and blow pin assembly air cylinders 202 are 
retracted to withdraw blow pins 206 from the closed 
mold and free the assembly for shifting to the extended 
container ejection position. 

After the retracted closed and latched mold assem- 
bly has been rotated down to bottom circumferential po- 
sition 40 and rods 92 and 94 have engaged the receivers 
136 of retracted drive 34, as illustrated in Figure 11 , ro- 
tary drive 22 dwells rotation of the mold assembly and 
cylinder 1 66 is extended to shift the mold assembly from 
retracted position 28 to extended position 30. 

Cylinder 180 is then extended to compress spring 
96 to increase the clamping force and relieve pressure 
from the latch assembly 98. At this time, latch assembly 
cylinder 102 is pressurized so that upon extension of 
cylinder 180 and release of plate 104 cylinder 102 ex- 
tends to shift the freed plate 104 from the latched posi- 
tion of Figure 1 3 to the unlatched position of Figure 1 2. 

Upon unlatching of the mold, cylinder 1 80 is retract- 
ed to open mold halves 82 and 84 so that the containers 
molded in the mold cavities are ejected from recesses 
90 by eject pins (not illustrated). Bottle ejection equip- 
ment then removes the molded containers from ma- 
chine 10. The containers are ejected downwardly from 
the bottom circumferential ejection position 40 with the 
benefit of gravity, thereby reducing the risk that molded 
containers hang up in the machine or that flash or debris 
collects in the machine. When in the container eject po- 
sition, the molds are below the main shaft so that flash 
and debris fall out from the machine. After the assembly 
has been rotated up from circumferential position 40 to 
circumferential position 42 cylinder 166 is retracted, cyl- 
inder 180 is extended and then relieved of pressure to 
allow pin 186 to shift the receivers 196 of drive 34 in 
position for receive the heads 1 54 of the next retracted 
mold assembly. Return of the assembly 26 to the ex- 
tended axial position 28 and bottom circumferential po- 
sition 40 and ejection of the containers completes a full 
cycle for the assembly. 

Main shaft drive rotates the molds 90° in approxi- 
mately 1 second and is then dwelled for approximately 
1.5 seconds prior to the next rotation. Operation of the 
drive, with dwelling, completely rotates the molds 360° 
around the axis of the main shaft in 10 seconds with a 
total production of 16 molded containers. The machine 
produces 96 containers per minute. 

The invention has been described using blow molds 
which blow captured parisons by axial insertion of blow 
pins into the cavity necks. If desired, the invention may 
be used with molds which blow the captured parisons 
using blow needles. Also, it is not necessary that the 
molded containers be ejected at the bottom position of 
the molding machine. Containers may be ejected at any 
position, although, as mentioned above, it is desirable 
to eject containers from an opened mold below the main 
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shaft. The invention has been described in connection 
with a rotary blow molding machine with four molds 
where the main shaft is rotated at 90° steps. The inven- 
tion is not limited to a blow molding machine with four 
molds. The number of molds in the machine may be s 
more than or less than four. 

Claims 

10 

1. A rotary blow molding machine (10) of the type in- 
cluding a main shaft (12) having a longitudinal axis; 
a plurality of blow molds (82, 84) mounted on and 
spaced around the main shaft, a mold opening and 
closing drive (1 34, 1 80) operable to open and close is 
the molds; and a shaft drive (22) operable to rotate 
the main shaft and molds around the longitudinal 
axis; wherein the mold shift drive (120, 166) is op- 
erable to shift molds along the main shaft between 
extended and retracted axial positions (30, 28). 20 

2. A rotary blow molding machine according to claim 
1 wherein said axis is horizontal. 

3. A rotary blow molding machine according to claim 2s 
1 or claim 2 including linear bearings mounting the 
blow molds (82, 84) to the main shaft (12) and 
wherein said mold shift drive (120, 166) shifts the 
molds along the main shaft (12). 

30 

4. A rotary blow molding machine according to any 
preceding claim including engageable and disen- 
gageable connections (95) between the molds (82, 
84) and the mold shift drive (120, 166). 

35 

5. A rotary blow molding machine according to any 
preceding claim including engageable and disen- 
gageable connections (95) between the molds (82, 
84) and the mold opening and closing drive (134, 
180). 40 



8 including a parison extruder (54) at the parison 
capture position (42) and a blow assembly (52) ad- 
jacent the parison capture position. 

10. A rotary blow molding machine according to claim 

9 wherein said extruder (54) and said blow assem- 
bly (50, 52) are spaced apart along the main shaft 
(12). 

11. A rotary blow molding machine according to claim 
9 or claim 10 wherein each blow assembly (50, 52) 
includes a blow pin (206) and a pin drive (52). 

12. A rotary blow molding machine according to claim 
11 wherein each blow assembly (50, 52) includes a 
blow pin seating drive (52). 

13. A method of blow molding containers using a rotary 
blow molding machine (10) of the type having a 
main shaft (12), a plurality of molds (82, 84) mount- 
ed on the shaft and spaced around the shaft, and a 
parison extruder (54) : including the steps of, 

a) locating an open mold (82, 84) in a first axial 
position (30) on the main shaft and in a circum- 
ferential parison capture position (42) to sur- 
round a parison (58) extending from the extrud- 
er and then closing the mold on the parison; 

b) shifting the closed mold and captured pari- 
son along the main shaft away from the first ax- 
ial position to a second axial position (28) and 
blowing the parison in the mold; 

c) rotating the closed mold and blown parison 
around the main shaft while cooling the blown 
parison to form a container; and 

d) locating one closed mold and container at a 
circumferential container eject position (40), 
opening the closed mold and ejecting the con- 
tainer from the mold. 



6. A rotary blow molding machine according to any 
preceding claim including a mold clamp (68, 98) as- 
sociated with each mold (82, 84). 

45 

7. A rotary blow molding machine according to any 
preceding claim wherein said shaft drive (22) ro- 
tates the main shaft (1 2) and molds (82, 84) around 
the axis in steps and dwells the shaft and molds in 
circumferential positions (40, 42, 44, 46) between so 
steps. 



8. A rotary blow molding machine according to claim 
7 wherein said positions (40, 42, 44, 46) include an 
eject position (40) and a parison capture position ss 
(42) located above the eject position. 

9. A rotary blow molding machine according to claim 
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FIG. 4 
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(54) Rotary blow molding machine and method 

(57) A rotary blow molding machine (10) includes a 
horizontal main shaft (12) with a plurality of molds 
spaced around the shaft and mounted on the shaft by 
linear bearings for movement along the shaft. A shaft 
drive (22) rotates the shaft and molds around the axis 
of the shaft in steps (40) to (46) and dwells the shaft and 
molds between steps. Open molds are rotated from a 
lower container eject position (40) up to a parison cap- 
ture position (42) and then close on a parison. The 
closed molds are shifted axially along the main shaft and 



the parison is blown. Further rotation of the shaft returns 
the molds to the mold eject position where the molds 
open and molded containers are ejected downwardly 
with gravity assist. 

The machine further comprises two assembly 
drives (32) and (34) each comprising U-shape devices 
(26) accommodating both mould halves and a pair of 
drives (32: 1 20, 1 34;34: 1 80, 1 66, 1 80) engageable to said 
U-shape devices (26). A first kind of drives (120,166) 
engages and closes the moulds, the second (134,180) 
increases the clamping force. 
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